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Description
TECHNICAL FIELD

[0001] This disclosure generally relates to processes
for fabricating composite structures, and deals more par-
ticularly with a method of handling and laying up com-
posite plies, especially on contoured tools.

BACKGROUND

[0002] During layup of prepreg plies over a tool, it is
sometimes necessary to closely conform the ply to
curves, contours and/or features of the tool in order to
assure that the layup is substantially free of voids, wrin-
kling and/or buckling. Known techniques for conforming
plies to curved tool surfaces involve darting, cutting
and/or splitting the ply during the layup process, and/or
extensive hand sweeping to conform the ply to contoured
tool surfaces. These techniques may be time consuming
and/or may provide undesirable mechanical strength of
the cured part.

[0003] US 2009/0008825 discloses a method and a
device for placing at least one material layer onto a relief
mould for producing a composite material. Thereby, an
elastically-reversibly deformable body with a surface re-
lief that is designed to correspond to the relief mould is
pressed against the material layer, as a result of which
the surface of said body is deformed, and the material
layer can be picked up. As a result of its elastically-re-
versible characteristics the body subsequently deforms
back toits initial state so that the material layer can easily
be placed onto the relief mould.

[0004] An article entitled "Automating the manufacture
of broadgoods" by Buckingham et al, and published in
Composites vol 27A, no.3, 1 March 1996 on pages
191-200 discloses that once prepreg profiles have been
cut they can be transferred to a mould tool by the use of
adhesion grippers or vacuum grippers, specifically a mul-
ti-arm robotic system was adopted.

[0005] EP 0,271,263 discloses a method for laying a
sheet of material having a sticky texture on to a surface
that comprises applying pressure by way of a flexible
diaphragm to force the sheet of material on to the surface
and adjusting the diaphragm so that its surface assumes
a varying curved convex shape whereby the diaphragm
is peeled gradually from the surface of the sheet of ma-
terial inwardly from an edge region. The method is de-
scribed with particular reference to the laying of sheets
of pre-impregnated fibre-reinforced material in a mould
tool in the automated manufacture of a helicopter rotor
blade and several methods are disclosed.

[0006] US 2009/0148647 discloses a large scale com-
posite structure that is fabricated by forming a plurality
of composite laminate modules and joining the modules
together along their edges using scarf joints.

[0007] WO 2009/112694 discloses a curved structural
part formed of a composite material having a fibrous re-
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inforcement with continuous fibres and of which the cross
section comprises at least two wings, said fibres extend-
ing from one wing to the other, said structural part com-
prising a variation in the width of its cross section parallel
to the local radius of curvature. The structural element
resulting from the assembly of parts thus has local wid-
enings of the cross section at the connections between
the parts constituting a structural element, such as an
aircraft fuselage frame, and widenings at the connection
with the floor profiles in the case of using such a profile
for the construction of an aircraft fuselage structure. Also
disclosed is a method of manufacturing such a part.
[0008] Another solution to the problem involves using
relatively narrow slit prepreg tape in order to more closely
conform the composite material to contoured tool surfac-
es. However the use of slit tape may increase material
costs and reduce production rate since laying down slit
tape may be more time consuming.

[0009] Accordingly, there is a need for a method of
laying up a composite ply over a contoured tool that al-
lows the ply to be deformed as it is applied to the tool in
order to more closely conform the ply to tool contours
while the ply remains accurately positioned. There is also
a need for a method of handling and transporting ply ma-
terial which allows the material to remain stable during
transport and layup.

SUMMARY

[0010] According to the present invention there is pro-
vided a method of laying up a composite part on a tool
according to the appended claims.

[0011] The disclosed embodiments provide a method
of supporting, positioning and deforming a prepreg ply
while it is being conformed to simple or complex shapes,
contours and features of a tool. The method utilizes a
deformable carrier film to support the ply during the layup
process in order to prevent the ply from wrinkling and/or
buckling as itis being laid up. Use ofthe carrier film allows
the prepreg ply to be accurately positioned and uniformly
deformed as needed to conform to contoured tool sur-
faces. The carrier film may also be used to stabilize the
composite ply during handling and transporting. The
method may eliminate the need for the use of slit tape,
as well as extensive hand working, darting, cutting, and
splitting during ply layup. The method may also increase
laydown rates of composite material and may facilitate
automation of the layup process. Further, the method
may improve the accuracy of ply boundaries and provide
more uniform deforming of ply material when required,
resulting in improvements in both the strength and ap-
pearance of cured composite parts.

[0012] According to one embodiment, a method is pro-
vided of laying up a composite part on a tool. The method
comprises applying a composite prepreg over a deform-
able carrier and deforming the prepreg by deforming the
carrier. The carrier is used to apply the prepreg to the
tool. The method further includes removing the carrier
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from the deformed prepreg. Applying the prepreg in-
cludes compacting a prepreg ply face-to-face against the
carrier. The carrier is removed from the deformed pre-
preg after the prepreg has been applied to the tool. Ap-
plying the prepreg includes applying courses of unidirec-
tional prepreg tape in side-by-side relationship on the
carrier. The method may further comprise applying at
least one of a release film and a ply doubler on the carrier
before the prepreg is applied to the carrier, and using the
carrier to apply the at least one of the release film and
the doubler to the tool. The method also includes rein-
forcing at least a portion of the carrier against deforming.
Deforming the carrier is performed as the prepreg is being
applied to the tool.

[0013] The method mayinclude increasingthe spacing
between the prepreg fibers by deforming the film in a
direction transverse to the direction of the fibers.

[0014] The method comprises placing prepreg mate-
rial on a carrier film; and using the carrier film to apply
the prepreg material to the tool. Using the carrier film to
apply the prepreg material includes deforming the pre-
preg material by deforming the film as the prepreg ma-
terial is being applied to the tool. Placing the prepreg
material on the carrier film includes laying down courses
of unidirectional prepreg fiber tape in side-by-side rela-
tionship on the carrier film, and compacting the courses
against the carrier film. The method further comprises
removing the carrier film from the prepreg material after
the prepreg material has been applied to the tool. Adher-
ing the prepreg material to the carrier film includes com-
pacting the prepreg material against the carrier film. The
carrier film is deformed to conform the prepreg material
to contours on the tool. The method further comprises
reinforcing at least a portion of the carrier film against
deforming. The steps of placing prepreg material on a
carrier film and using the carrier film to apply the prepreg
material to the tool are repeated to form a multiply part

layup.
BRIEF DESCRIPTION OF THE ILLUSTRATIONS
[0015]

FIG. 1 is aniillustration of a plan view of a composite
prepreg ply held on a deformable carrier film, prior
to deforming.

FIG. 2 is an illustration of a perspective view of a
corner of the carrier film viewed from the direction
shown as "2’ in FIG. 1.

FIG. 3is an illustration of a view of the ply in direction
shown as '3’ in FIG. 2.

FIG. 4 is an illustration of a plan view of the carrier
film showing several courses of composite material
having been applied to the film.

FIG. 5 is an illustration of the area designated as ’5’
in FIG. 4.

FIG. 6 is an illustration similar to FIG. 1 but showing
the carrier film and the ply having been deformed.
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FIG. 7 is an illustration similar to FIG. 2 showing a
corner of the ply and the carrier film after deforming.
FIG. 8 is an illustration of a sectional view of the
deformed ply viewed in the direction shown as '8’ in
FIG. 7.

FIG. 9 is an illustration of a plan view of a 90 degree
ply on a carrier film that has been deformed to stretch
the ply into a fan shaped pattern.

FIG. 10 is an illustration of a plan view of a carrier
film having a 45 degree ply compacted thereon, prior
to deforming.

FIG. 11 is an illustration similar to FIG. 10 but show-
ing the carrier film and ply having been deformed in
orthogonal directions.

FIG. 12isanillustration of a sectional view of a carrier
film having a ply, a ply doubler and a release film
strip applied thereto.

FIG. 13 is an illustration of a carrier film prior to de-
forming which includes a substantially non-deform-
able area containing a fiber reinforcement.

FIG. 14 is an illustration similar to FIG. 13 but show-
ing portions of the carrier film having been deformed.
FIG. 15 is an illustration of a plan view of a carrier
film having anisolated area of reinforcement therein.
FIG. 16 is an illustration of a sectional view taken
along the line 16-16 in FIG. 15.

FIG. 17 is an illustration of a carrier film having an
integrally formed embossment.

FIG. 18is anillustration of a flow diagram of a method
of laying up a composite structure using a deforma-
ble carrier film for ply layup.

FIG. 19 is an illustration of a perspective view of a
composite stiffener.

FIG.20is anillustration of diagrammatic views show-
ing the steps of a method for laying up composite
plies using the deformable carrier film to form the
stiffener section shown in FIG. 19.

FIG. 21 is an illustration of a flow diagram of aircraft
production and service methodology.

FIG. 22 is an illustration of a block diagram of an
aircraft.

DETAILED DESCRIPTION

[0016] Referring first to FIGS. 1, 2 and 3, a ply 30 of
composite material is held in face-to-face contact on a
carrier film 32 to form a carrier-ply assembly 34. The car-
rier film 32 may be used to transport the ply 30 and/or to
apply the ply 30 to a tool (not shown) during a layup proc-
ess for producing a composite part layup (not shown). In
the example illustrated in FIGS. 1-3, the prepreg ply 30
includes unidirectional reinforcing fibers 40 having a 90
degree orientation, however other plies (not shown) in
the part layup may have other fiber orientations based
on a predefined ply schedule.

[0017] The fibers 40 are pre-impregnated with a suit-
able polymer resin 42 which acts as a matrix to hold the
fibers 40 in the desired orientation following curing. The
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composite ply 30 has a length L, and a width W, prior to
being deformed during the layup process, as will be de-
scribed in more detail below. The ply 30 is adhered to
the carrier film 32 by the tackiness of the uncured resin
42 in the ply 30, however additional tackifiers may be
used to provide the necessary adherence between the
ply 30 and the carrier film 32. Following placement of the
ply 30 on the carrier film 32, the ply 30 may be compacted
against the carrier film 32 to assure that the ply is sub-
stantially free of buckling, wrinkles or other irregularities.
[0018] The ply 30 may be placed on the carrier film 32
so as to leave one or more edge margins 36, 38 on the
film 32 around the ply 30 to facilitate handling of the film
32 and/or attachment of hardware or equipment (not
shown) to the film 32 that may be used to deform, ma-
nipulate and/or hold the carrier film 32 during the layup
process. As will be discussed below, once compacted
on the carrier film 32, the ply-carrier film assembly 34
can be deformed to fit different contours and shapes of
atool (notshown). The carrier film 32 allows for controlled
and uniform or non-uniform deforming of the resin 42,
and may also be used only as a carrier for transporting
the prepreg ply 30 from an offline layup station (not
shown) to the layup tool (not shown). As used herein,
"deform" and "deforming" refer to stretching and/or
shearing of a ply material in one or more directions, in-
cluding simple and compound curves, and within one or
more planes.

[0019] The carrier film 32 may be deformed in at least
one direction, which in the illustrated example, is along
an X axis 44, transverse to the orientation of the fibers
40. The carrier film 32 may comprise, for example and
without limitation, a latex rubber or similar natural or syn-
thetic deformable material having a thickness suitable
for the application. The carrier film 32 material may be
an elastic material that returns substantially to its original
size and shape following deforming. During the layup
process, the ply 30 may be deformed by grasping the
film at the opposite edge margins 38 and pulling film 32
in opposite directions indicated by the arrows 46, sub-
stantially along the X axis 44.

[0020] Prior to the ply 30 being deformed, the fibers 40
may having an inter-spacing d4. The visco-elastic resin
40 (FIG. 3) yields when deformed in a direction perpen-
dicular to the fiber direction (in this case, the Y axis 45),
thereby allowing the fibers 40 to slip or shear substantially
simultaneously in adirection parallel to the fiber direction,
i.e. along the X axis 44, which permits the prepreg ply 30
to conform to the contours of a layup tool (not shown).
[0021] Referring to FIGS 4 and 5, the ply 30 may be
applied to the carrier film 32 by placing a plurality of in-
dividual courses 48a, 48b, 48c of unidirectional tape on
the film 32, in side-by-side, substantially parallel and
abutting relationship either by hand or by using automat-
ed fiber placement equipment (not shown). Depending
on the application and the particular materials being
used, the edges 50 of the courses may overlap slightly
or may form gaps G between the courses 48. Deforming
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of the carrier film 32 may be used to control the size of
the overlap or gap G between the courses 48 during layup
of the ply 30 on a tool (not shown). Furthermore, the
carrier film 32 may be used to change the grade of a
prepreg material used to form the ply 30. For example,
the grade of a prepreg material may be changed by uni-
formly deforming the material to a desired grade. Chang-
ing the grade of a prepreg material in this manner using
the carrier film 32 may be useful in producing interleafed
doublers that may reduce part weight, and/or material
costs.

[0022] FIGS. 6, 7 and 8 illustrate the ply 30 following
deforming along the X axis 44 in the direction of the ar-
rows 46 in FIG. 1. From FIG. 6 it can be seen that while
the width W, of the ply 30 remains substantially the same,
the ply 30 has been deformed to a greater length L, as
a result of the deforming of the carrier film 32. Deforming
of the carrier film 32 effectively deforms the 42 resin in
the ply 30 which results in an increase in the spacing
between the reinforcing fibers to a dimension d, which
is greater than d4. Deforming the ply 30 in this manner
may allow the ply 30 to better conform to contours and
other features of a tool surface (not shown) during the
layup process, and may stabilize the ply material during
layup. The carrier film 32 may prevent the prepreg ply 30
from splitting, wrinkling and/or buckling as it is being
formed over a tool (not shown), and may allow the ply 30
to be precisely positioned on the tool during the layup
process. It should be noted here that generally, when
deforming a 90 degree ply 30 as described above in con-
nection with FIGS. 1-8, the fibers 40 may be expected to
deform substantially uniformly along the X axis 44. How-
ever, when deforming non-90 degree plies 30, the fiber
deformation may not be uniform. For example, when de-
forming a 0 degree ply 30 (not shown) in the direction of
the X axis 44, the fibers 40 near the ends 55 (FIG. 6) of
the ply 30 may shear at an angle (not shown) relative to
the fibers 40 near the center 57 of the ply 30 which retain
their 0 degree orientation. This shearing effect may occur
gradually, growing increasingly from the center 57 toward
the ends 55. Compensation for this shearing deformation
may be achieved by cutting the ends 55 of the ply 30 at
a pre-selected angle (not shown). When deforming a 45
degree ply 30, both shearing and stretching of the fibers
40 may occur.

[0023] FIG. 9 illustrates the use of the carrier film 32
to deform a 90 degree ply 30 into a radial or fan-like pat-
tern 65 within a single plane, wherein the fiber directions
are shown in solid lines. Although not shown in the Figure,
this same radial pattern 65 may be deformed into other
planes.

[0024] FIGS. 10 and 11 illustrate a prepreg ply 30 hav-
ing a 45 degree fiber orientation which has a width W,
and a length L4 prior to deforming as shown in FIG. 9. In
this example, the carrier film 32 is deformed along or-
thogonal X and Y axes 44, 45, causing the ply 30 to be
likewise deformed to both a greater length L2. Stretching
of the film 32 along the Y axis results in a change in the
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orientation angle of the fibers 40 to some angle 0 less
than 45 degrees. Although the ply examples shown in
FIGS. 1-10 are shown being deformed along single axis
or two orthogonal axes 44, 45, the ply 30 may be de-
formed in other directions and within other planes, de-
pending on the requirements of the application and the
geometry of the tool (not shown) to which the ply 30 must
be conformed. Moreover, as will be discussed below, it
may be possible to deform only one or more portions of
the carrier film 32 so that only corresponding portions
(not shown) of the ply 30 are deformed during layup proc-
ess.

[0025] In some applications, it may be possible to use
the carrier film 32 to pre-position and place additional
items of a layup assembly on a tool (not shown), such
as without limitation, doublers, release films, and caul
plates, along with the ply 30. For example, FIG. 12 illus-
trates a ply 30 placed on a carrier film 32 in which a
composite doubler 54 is sandwiched between the ply 30
and the carrier film 32. Similarly, a strip 56 of release film
is sandwiched between the ply 30 and the carrier film 32
along the edge margin 36 on the film 32 which may aid
in releasing and peeling the carrier film 32 away from the
laid up ply 30. Thus, in this example, during the layup
process, use of the carrier film 32 allows the ply 30, the
doubler 54 and the release film strip 56 to be precisely
positioned relative to each other, and to be laid up over
a tool (not shown) in a single step.

[0026] As previously mentioned, itis possible or desir-
able to deform only a portion of the ply 30 during the
layup process. Deforming of the carrier film 32 can be
tailored to selectively constrain the elasticity of the ply
carrier 32 using any of several techniques that suit part
geometry and forming requirements. FIG. 13 illustrates
a carrier film 32 having a section 32c that includes a re-
inforced portion 58 which resists deforming as the film
32 is being deformed during the layup process. In this
example, the reinforcement of the film portion 32c is
achieved by impregnating unidirectional fibers 60 into the
carrier film 32, oriented in the direction that the film 32 is
to be deformed, which in this example, is along the X axis
44.

[0027] Prior to deforming, carrier film has a length L4
and the reinforced portion 32c¢ has a width R4 as shown
in FIG. 13. When the carrier film 32 is deformed along
the X axis 44, which corresponds to the axial direction of
the fibers 60, the fibers 60 do not deform substantially,
consequently the width R4 of the reinforced section 32¢
remains the substantially same while the overall length
of the carrier film 32 deforms to L, as a result of the non-
reinforced sections 32a, 32b of the film 32 on each side
of the reinforced section 32c being allowed to deform. It
may also be possible to employ a reinforcement in the
reinforced section 32c which allows some degree of de-
forming of the film 32, but less than other, non-reinforced
areas of the film 32. The reinforced portion 32c may com-
prise, for example and without limitation, cross stitching
(not shown) in the film 32. Depending on the type of re-
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inforcement that is used, the width W of the reinforced
portion 32¢c may or may not become more narrow when
the film 32 is stretched.

[0028] In the case of the example shown in FIGS. 13
and 14, the reinforced area 58 is centrally located within
the carrier film 32 and extends across its entire width W.
FIG. 15 illustrates an example in which the reinforced
area 58 is spaced inwardly from the edge margins 36,
38 of the carrier film 32 and is disposed off-center within
the area of the film 32. As in the example shown in FIGS.
13 and 14, the reinforced area 58 shown in FIG. 15 also
may incorporate reinforcing fibers 60 (see FIG. 14) into
the carrier film 32 which may be unidirectional or multi-
directional. For example, the fibers 60 may be woven
together and incorporated into the film 32 in a manner
that resists deforming in two orthogonal directions, e.g.
along the X and Y axes 44, 45, that correspond to the
orientations of the reinforcing fibers. Similarly, fibers 60
may be placed in additional orientations, e.g. 45 degree
orientations, to resist deforming of the film 32 within the
reinforced area 58 in other directions. While the rein-
forced area 58 is shown as being generally square in
shape, a variety of other shapes are possible.

[0029] Other reinforcing techniques to prevent or re-
duce local deforming of the film 32 are possible. For ex-
ample, as shown in FIG. 16, the substantially non-de-
formable, reinforced area 58 of FIGS. 13, 14 and 15 may
be achieved by increasing the thickness T, of a carrier
film to a thickness T, in the area 58 of reinforcement.
FIG. 17 illustrates another technique for achieving the
desired reinforcement, in which the carrier film 32 in-
cludes embossed dimples 62 in a desired pattern 63, in
this case, diamonds that resist deforming in one or more
directions. In some applications, it may be desirable to
employ more than one of the above described techniques
to achieve substantially non-deformable areas 58. For
example, and without limitation, a combination of em-
bossed dimples 62, increased film thickness T, and re-
inforcing fibers 58 may be used. It may also be possible
to use one or more of the above reinforcement techniques
to achieve differing degrees of film elongation in differing
regions of the carrier film 32.

[0030] Attention is now directed to FIG. 18 which
broadly illustrates the steps of a method of laying up plies
to form a composite part using the deformable carrier film
32 previously described. Beginning at 64, a deformable
carrier film 32 is provided having a size and shape suit-
able for the application and the plies 30 to be laid up. At
66, portions of the deformable carrier film 32 may be re-
inforced, as desired. At 68, a release film 56 (FIG. 12)
may be applied to the deformable carrier film 32, as re-
quired, to aid in the removal of the carrier film 32 from
the ply 30 following layup. At 70, one or more ply doublers
54 (FIG. 11) or other materials may be applied to the
deformable carrier 32, as desired.

[0031] At72, aprepregply 30is applied to the deform-
able carrier either manually, or using automated equip-
ment to lay down courses 49 (FIG. 4) of prepreg material
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in side-by-side, possibly substantially abutting relation-
ship on the carrier film 32. The ply 30 is laid up on the
carrier film 32 in a reversed, mirror image-like fashion
such that the left and right of the ply 30 are reversed. By
reversing the ply 30 on the film 32, the ply 30 will have
the proper orientation when transferred from the film 32
toatool 90 (see FIG. 19). At 74, the ply material, including
any doublers and/or release films are compacted against
the deformable carrier film 32. This compaction may be
performed mechanically with a hand sweep (not shown)
or using a vacuum either with or without the application
of heat. At 76, the carrier film 32 is deformed in at least
one direction, thereby deforming the ply 30 to the desired
shape and/or dimensions best suited for layup on the tool
90, including the shape and topography of the tool 90.
At 78, with the ply 30 located on the film 32, and posi-
tioned between film 32 and the tool 90, the carrier film
32 is used to position and layup the ply 30 onto a tool 90
(see FIG. 19). At 80, following layup of the ply 30 onto
the tool 90, the carrier film 32 is removed, as by peeling
it away from the laid-up ply 30. At 82, the carrier film 32
may be reused, if desired, or discarded. Steps 68-80 may
be repeated until all of the plies 30 of the part layup have
been laid up.

[0032] FIG. 20 diagrammatically illustrates the steps
of the layup method shown in FIG. 18, in which a curved
stiffener 100 shown in FIG. 19 having a L-shaped cross
section and radius of curvature R is laid up on a curved
tool 90. The tool 90 includes two contiguous, curved tool
surfaces 90a, 90b for respectively forming a web 100a
and a curved flange 100b of the stiffener 100 shown in
FIG. 19. As shown at 84, courses 48 of unidirectional
prepreg material are laid down side-by-side on a deform-
able carrier film 32 to form a completed 90 degree ply 30
shown at 86. The completed ply 30 is then compacted
onto the film 32, following which at 88, the film 32 is then
stretched and deformed radially as shown by the arrows
87 to generally match the curvature of the tool surface
90a. As shown at 89, the ply 30 is deformed into a fan
shape and placed onto the tool surface 90a using the film
32 to form the curved web 100a of the stiffener 100. The
carrier film 32 and a peel ply (not shown) may then be
removed from the partially formed ply 30. With the carrier
film 32 having been removed, the ply 30 is then formed
down over the tool surface 90b to form the flange 100b
of the stiffener 100. While the above example illustrates
the use of the carrier film 32 to form plies along curves
in a single plane, the carrier film 32 may also be used to
form plies over tools (not shown) having compound
curved surfaces, joggles, etc.

[0033] Referring next to FIGS. 21 and 22, embodi-
ments of the disclosure may be used in the context of an
aircraft manufacturing and service method 102 as shown
in FIG. 21 and an aircraft 104 as shown in FIG. 22. During
pre-production, exemplary method 102 may include
specification and design 106 of the aircraft 104 and ma-
terial procurement 108. During production, component
and subassembly manufacturing 110 and system inte-
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gration 112 of the aircraft 104 takes place. During step
110, the disclosed method and apparatus may be em-
ployed to fabricate composite parts such as fuselage
frame sections and stiffeners which are then assembled
at step 112. Thereafter, the aircraft 104 may go through
certification and delivery 114 in order to be placed in serv-
ice 116. While in service by a customer, the aircraft 104
may be scheduled for routine maintenance and service
118 (which may also include modification, reconfigura-
tion, refurbishment, and so on).

[0034] Each of the processes of method 102 may be
performed or carried out by a system integrator, a third
party, and/or an operator (e.g., a customer). For the pur-
poses of this description, a system integrator may include
without limitation any number of aircraft manufacturers
and major-system subcontractors; a third party may in-
clude without limitation any number of vendors, subcon-
tractors, and suppliers; and an operator may be an airline,
leasing company, military entity, service organization,
and so on.

[0035] As shownin FIG. 22, the aircraft 104 produced
by exemplary method 102 may include an airframe 120
with a plurality of systems 122 and an interior 124. The
disclosed method and apparatus may be employed to
fabricate frame sections and stiffeners which form part
of the airframe 120. Examples of high-level systems 122
include one or more of a propulsion system 126, an elec-
trical system 128, a hydraulic system 130, and an envi-
ronmental system 132. Any number of other systems
may be included. Although an aerospace example is
shown, the principles of the invention may be applied to
other industries, such as the automotive industry.
[0036] The apparatus embodied herein may be em-
ployed during any one or more of the stages of the pro-
duction and service method 102. For example, compo-
nents or subassemblies corresponding to production
process 110 may be fabricated or manufacturedin aman-
ner similar to components or subassemblies produced
while the aircraft 104 is in service. Also, one or more
apparatus embodiments may be utilized during the pro-
duction stages 110and 112, forexample, by substantially
expediting assembly of or reducing the cost of an aircraft
104. Similarly, one or more apparatus embodiments may
be utilized while the aircraft 104 is in service, for example
and without limitation, to maintenance and service 118.
[0037] Although the embodiments of this disclosure
have been described with respect to certain exemplary
embodiments, it is to be understood that the specific em-
bodiments are for purposes of illustration and not limita-
tion, as other variations will occur to those of skill inthe art.

Claims

1. A method of laying up a composite part on a tool,
comprising:

applying a composite prepreg (30) over a de-
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formable carrier film (32), wherein at least a por-
tion (32c) of the carrier film is reinforced against
deforming;

deforming the prepreg by deforming the carrier
film;

using the carrier film to apply the prepreg to the
tool; and

removing the carrier film (32) from the deformed
prepreg (30).

2. The method of claim 1, wherein:

applying the prepreg (30) includes compacting
aprepreg ply face-to-face against the carrier film
(32), and

the carrier film (32) is removed from the de-
formed prepreg (30) after the prepreg has been
applied to the tool.

3. Themethod of claim 1, wherein applying the prepreg

includes:

applying courses (48a, 48b, 48c) of unidirection-
al prepreg tape in side-by-side relationship on
the carrier film (32).

4. The method of claim 1, further comprising:

applying at least one of a release film (56) and
a ply doubler (54) on the carrier film (32) before
the prepreg is applied to the carrier film; and
using the carrier film to apply the at least one of
the release film (56) and the doubler (54) to the
tool.

The method of claim 1, wherein removing the carrier
film from the prepreg (30) is performed after the pre-
preg has been applied to the tool.

The method of claim 1, wherein reinforcing the at
least a portion of the carrier film includes at least one
of:

increasing the thickness of the carrier film in the
carrier portion (32c),

embossing the carrier film in the carrier portion,
and

incorporating reinforcing fibers (60) into the car-
rier portion.

The method of claim 1, wherein deforming the carrier
film is performed as the prepreg is being applied to
the tool.

The method of claim 1, including:

increasing a spacing between fibers of the com-
posite prepreg by deforming the carrier film (32)
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in a direction transverse to the direction of the
fibers.

Patentanspriiche

Verfahren zum Auflegen eines Verbundwerkstoff-
teils auf ein Werkzeug, wobei das Verfahren auf-
weist:

Aufbringen eines Prepreg-Verbundmaterials
(30) auf eine verformbare Tragerfolie (32), wo-
bei zumindest ein Bereich (32c) der Tragerfolie
einer Verformung entgegenwirkend verstarkt
ist,

Verformen des Prepregs durch Verformen der
Tragerfolie,

Verwenden der Tragerfolie, um das Prepreg auf
das Werkzeug aufzubringen und

Entfernen der Tragerfolie (32) von dem verform-
ten Prepreg (30).

Verfahren nach Anspruch 1, worin

ein Aufbringen des Prepregs (30) ein Verdichten ei-
ner Prepreglage direkt gegen die Tragerfolie (32)
umfasst und

die Tragerfolie (32) von dem verformten Prepreg (30)
nach dem Aufbringen des Prepregs auf das Werk-
zeug entfernt wird.

Verfahren nach Anspruch 1, worin ein Aufbringen
des Prepregs umfasst:

Aufbringen von Reihen (48a, 48b, 48c) aus uni-
direktionalem Prepregband durch Nebeneinan-
dersetzen auf der Tragerfolie (32).

Verfahren nach Anspruch 1, das ferner umfasst:

Aufbringen einer abziehbaren Folie (56)
und/oder eines Lagendopplers (54) auf die Tra-
gerfolie (32) bevor das Prepreg auf die Trager-
folie aufgebracht wird und

Verwenden der Tragerfolie, um die abziehbare
Folie (56) und/oder den Doppler (54) auf das
Werkzeug aufzubringen.

Verfahren nach Anspruch 1, worin ein Entfernen der
Tragerfolie von dem Prepreg (30) erfolgt, nachdem
das Prepreg auf das Werkzeug aufgebracht wurde.

Verfahren nach Anspruch 1, worin ein Verstarken
des zumindest einen Bereichs der Tragerfolie zu-
mindest eines von Folgendem umfasst:

Vergroflern der Dicke der Tragerfolie im Trager-
bereich (32c),
Pragen der Tragerfolie im Tragerbereich und
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Einbringen von verstarkenden Fasern (60) in
den Tragerbereich.

Verfahren nach Anspruch 1, worin ein Verformen der
Tragerfolie beim Aufbringen des Prepregs auf das
Werkzeug erfolgt.

Verfahren nach Anspruch 1, umfassend:

VergroRern eines Faserabstands des Prepreg-
Verbundmaterials durch Verformen der Trager-
folie (32) in einer zur Faserrichtung quer verlau-
fenden Richtung.

Revendications

Procédé de pose d’'un élément composite sur un
outil, comprenant :

I'application d’un pré-imprégné composite (30)
sur un film de support déformable (32), dans le-
quel au moins une partie (32c¢) du film de support
est renforcée contre la déformation ;

la déformation du préimprégné en déformant le
film de support ;

I'utilisation du film de support pour appliquer le
préimprégné a l'outil ; et

le retrait du film de support (32) du préimprégné
déformé (30).

2. Procédé selon la revendication 1, dans lequel :

I'application du préimprégné (30) inclut le com-
pactage d’'une couche de préimprégné face a
face contre le film de support (32), et

le film de support (32) est retiré du préimprégné
déformé (30) apreés que le préimprégné a été
appliqué a l'outil.

Procédé selon la revendication 1, dans lequel I'ap-
plication du préimprégné inclut :

I'application de couches (48a, 48b, 48c) de ban-
de de préimprégné unidirectionnelles dans une
relation céte a cote sur le film de support (32).

Procédé selon la revendication 1, comprenant en
outre :

I'application d’au moins un d’une pellicule anti-
adhésive (56) et d’'un renfort (54) sur le film de
support (32) avant que le préimprégné ne soit
appliqué au film de support ; et

I'utilisation du film de support pour appliquer I'au
moins un de la pellicule antiadhésive (56) et du
renfort (54) a l'outil.
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5.

8.

Procédé selon la revendication 1, dans lequel le re-
trait du film de support du préimprégné (30) est ef-
fectué apres que le préimprégné a été appliqué a
I'outil.

Procédé selon larevendication 1, dans lequel le ren-
forcement de I'au moins une partie du film de support
inclut au moins un parmi :

une augmentation de I'épaisseur du film de sup-
port dans la partie de support (32c¢),

le gaufrage du film de support dans la partie de
support, et

I'incorporation de fibres de renforcement (60)
dans la partie de support.

Procédé selon la revendication 1, dans lequel la dé-
formation du film de support est effectuée lorsque le
préimprégné est appliqué a l'outil.

Procédé selon la revendication 1, incluant :

'augmentation d’'un espacement entre les fibres
du préimprégné composite en déformant le film
de support (32) dans une direction transversale
a la direction des fibres.
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FIG. 16
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